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"\l . A multi-layer expansion-molded art^/fle of a 
polypropylene resin, which is obtained by/fdolding a 
multi-layer parison comprising a foamed/resin layer and 
a resin layer provided on the outer sn.de of the foamed 
resin layer in a mold in such manner that at least part 
of the opposed inner surfaces ofi^foamed resin layer in 
the parison are fusion-bonded/to each other, and has a 
polypropylene resin layer ov( the surface of a foamed 
polypropylene resin layer/ wherein a melt tension, MT 
(gf) and a melt flow ra/e, MFR (g/10 min) obtained by 
measurement to a polypropylene resin forming the foamed 
resin layer in the e&pansion-molded article satisfy the 
following relationship (1), and a melt tension, MT (gf) 
and a melt flow /ate, MFR (g/10 min) obtained by 
measurement to A polypropylene resin forming the resin 
layer on the surface of the foamed resin layer satisfy 
the following relationship (2) when the melt flow rate, 
MFR is at l4ast 0.3 (g/10 min) , or the melt tension, MT 
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is at least 10 (gf) when the melt flow rate, MFR is not 
lower than 0.2 (g/10 min), but lower than 0.3 (g/10 
min) : 

>g MT > -0.74 log MFR + 0.66 (1) 
.og MT > -1.02 log MFR + 0.47 (2) 



2. A multi-layer expansion-molded article of a 
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polypropylene resin, which is obtained by molding a 
multi-layer parison comprising af foamed resin layer and 
a resin layer provided on the/outer side of the foamed 
resin layer in a mold in sudh manner that at least part 
of the opposed inner surfaces of foamed resin layer in 
the parison are f usion-ba/nded to each other, and has a 
polypropylene resin layer on the surface of a foamed 
polypropylene resin layer, wherein a melt tension, MT 
(gf ) and a melt flow yrate, MFR (g/10 min) obtained by 
measurement to a powpropylene resin forming the foamed 
resin layer, in the /expansion-molded article satisfy the 
following relationship (3) , and a melt tension, MT (gf ) 
and a melt flow rate, MFR (g/10 min) obtained by 
measurement to a polypropylene resin forming the resin 
layer on the surface of the foamed resin layer satisfy 
the following /relationship (4) when the melt flow rate, 
MFR is at least 0.5 (g/10 min) , or the melt tension, MT 
is at least 10 (gf) when the melt flow rate, MFR is not 
lower than Cf. 2 (g/10 min), but lower than 0.5 (g/10 
min) : 

log i/t > -0.74 log MFR + 0.79 (3) 
log UT > -1.02 log MFR +0.69 (4) 



3. /The multi-layer expansion-molded article of the 
polypropylene resin according to Claim 1 or 2, wherein 
the thickness of the resin layer formed on the surface 
of the foamed resin layer is 100 \xm to 10 mm, and the 



overall density of the expansion-folded article is 20 to 
4 00 kg/m 3 . 

4. - The multi-layer expansion-molded article of the 
polypropylene resin according/to Claim 1 or 2, wherein 
the area ratio of the f usioxiAbonded portion in the inner 
surface of the expansion-marlded article is at least 25% . 

5. The multi-layei/ expansion-molded article of the 
polypropylene resin according to Claim 1 or. 2, wherein 
the area- ratio of the fusion-bonded portion in the inner 
surface of the expansion-molded article is at least 60%. 

6. The multiylayer expansion-molded article of the 
polypropylene resign according to Claim 1 or 2, wherein 
the area ratio off the fusion-bonded portion in the inner 
surface of the expansion-molded article is at least 80%. 



7. The multi-layer expansion-molded article of the 
polypropylene /resin according to Claim 1 or 2, wherein 
the area ratijb of the fusion-bonded portion in the inner 



surface of t 



e expansion-molded article is at least 95% 



8. The 
polypropylen|e 
further has 
the outer slide 



multi-layer expansion-molded article of the 
resin according to Claim 1 or 2, which 
skin layer formed of a synthetic resin on 
of the resin layer. 



v 9. A process for producing A multi-layer 
expansion-molded article of a polypropylene resin, which 
comprises co-extruding a foamabiLe molten resin obtained 
by adding a foamii*g age^t: to a/ polypropylene resin whose 
melt tension, l^T (gf) and meJJc flow rate, MFR (g/10 min) 

ati/onship (1), and melting and 
xyure, and a molten resin 
obtained b\^ melting and /kneading a polypropylene resin 
whose melt/ flow rate, i/f^ (g/10 min) is at least 0.3 
(g/10 minV, and whose/m^lt^en^ion, MT (gf) and melt 



satisfy the following rel 
kneading the resultant m 



flow rate 



MFR (g/l^min) satisfy tire following 
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relationship {2jf, /or whose melt flow rate, MFR is not 
lower than 0.£ {/g/lO/min), but lower than 0.3 (g/10 min) 



and whose Ine/Lj^ tens/on, MT is at least /10 (gf ) , thereby 
forming a Lulti-la^er parison having aJ resin layer 
composed of the mplten resin on the surface of a foamed 
resin layer\ obtained by expanding the foamable molten 

multi-l'ayer parison in a 
hi manner t^dt at least/part of the opposed 
inner surfaci/ of £<4amed resin /layer in the parison are 



resin, and then/molding 
mold in such manner t 



fusion-bonded to 

i 

molded article h 

L 



surface of 



/ 



foam 




obtain an expansion- 
opylene resin layer on the 
ene resin layer: 



log MT/ > -0.74 log MFR + 0.66 
log jMT > -1.02 log MFR + 0.47 



(1) 
(2) 
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rate, MF? 



VlO. A process for producing a 

expansion-molded article of a p 

comprises co-extruding a foamable moll 

by adding a foaming agent to a polypropylene 

melt tension, MT (gf ) and melt flow) 

/ j 
satisfy the following • relationships (5) , and 

kneading the resultant mixture, and a molt_ 

obtained by melting and kneadinrf a polypropylene resin 

whose melt flow raie, MFR (g/l/ min) is/at least 0.8 

(g/10 min), and whose melt tension, MT (gf) and melt 

flow rate, MFR (g/10 min) sa/tisfy the following 

i / 

relationship (6), or whose melt 



L^ow rate, 



MFR is not 



lower than 0.2 (g/10, min) ,/ but^bwer than 0,8^/10 min) 



and whose melt tension, MT/is/at least 10 (gf ) , thereby 
forming a multi-layer Wris^n having a resin layei 
composed of the molteryy^sin on the surface of a foamed 
resin layer obtained b'y expanding the foamable molten 
resin, and then molding the multi-layer parison i'n a 



lg the foamable molt 
:i-layer parison i'n 
mold in such manner /that at least part of the opposed 
inner surfaces of fbamed resin layer in the parison are 



fusion-bonded to each other 
molded article haying a 
surface of a foamed 

log MT > -0.74 log 



/ 



log MT > -1.02 log 



to obtain an expansion- 

ene resin/layer on the 
layer : 
(5) 
(6) 



11 . The pro 




on/process according to Claim 9 or 
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10, wherein the polypr 



foamable molten resi 




lerfe resin used for the 



MFR of 0.3 to 2 0 g/10 min. 



12. A container formedf of the multi-layer 
expansion-molded article if. the polypropylene resin 
according to Claim 1 or p., wherein the overall density 
of the container is 3o/to 400 kg/m 3 , and the thickness of 
the polypropylene res/n layer is 200 pm to 5 mm. 

13. A shock-absorbing material for automobile 
formed of the mulfci-layer expansion-molded article of 
the polypropylene resin according to Claim 1 or 2, 
wherein the overall density of the shock-absorbing 
material is 26 to 300 kg/m 3 , and the thickness of the 
polypropylene resin layer is 200 p to 7 mm. 

14. A member for automobile formed of the multi- 
layer exp&nsion-molded article of the polypropylene 
resin according to Claim 1 or 2. 

15. The member for automobile according to Claim 14, 
wherein the member for autonfobile is a member selected 
from among a bumper, pillar, instrument panel, spoiler, 
fender, side step, door/trim, grille guard and trunk 
board. / 



